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1. Joining connection between a ciroumf erentially closed 
5 hollow profile (1) and an add-on part (2) which is 

provided with a passage openin/ (5) , consists of a 
material of lower yield strengthAhan the material of the 
hollow profile (1) and, on the Anside (7) of the passage 
opening (5), has a recess (lO/ which is spaced away from 

10 the end sides (8, 9) of the ^dd-on part (2), the add-on 
part (2) being slid with it^passage opening (5) onto the 
hollow profile (1) and beiiro jammed to the latter in this 
sliding-fit position by af local expansion of the hollow 
profile (1), said expanrsion being formed by means of 

15 internal high-pressure /eformation at the location of the 
recess (10) . 

2. Joining connectionf according to Claim 1, characterized 
in that the recesjf (10) is an annular freely turned 
recess . 

20 3. Joining connection according to Claim 1, characterized 
in that the hafl.low profile (1) consists of a ductile 
steel materia:^ preferably of St 37 or St 52, and the 
add-on part (E) consists of a casting material, of a die 
casting or irfjection moulding, preferably of ZnA14Cul, or 

25 of a lower-JBtrength steel or of a light metal material. 

4. Joinings connection according to Claim 1, characterized 
in that /the recess (10) is of curved design with a 
shallow Arise from its base (15) as far as its edges (16) . 

5. Joi/ing connection according to Claim 1, characterized 
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in that the expanded point of the holl/w profile (1) 
bears in an exact manner against the wa4ls (14) of the 
recess (10) . / 

6. Method for producing a joining cy&nnection between a 
5 circumf erentially closed hollow proMle (1) and an add-on 

part (2) which is provided with a n^ssage opening (5) and 
consists of a material of lower ^ield strength than the 
material of the hollow profile yfl ) / a recess (10) which 
is spaced away from the end s^es (8, 9) of the add-on 

10 part (2) being formed on the /inside (7) of the passage 
opening (5), after which theyadd-on part (2) is slid with 
its passage opening (5) ontyD the hollow profile (1), and 
subsequently the hollow profile (1) , in the sliding-fit 
position reached, is expanded locally into the recess 

15 (10), by a fluidic inte/nal high pressure by means of an 
expansion lance insertj^d into the hollow profile (1), in 
such a manner that ^he hollow profile (1) is jammed 
immovably to the addf-on part (2) . 

7. Method accordiii/g to Claim 6, characterized in that the 
20 recess (10) is oy curved design with a shallow rise from 

its base (15) a/ far as its edges (16), and in that the 
hollow profile /(I) is expanded until it bears completely 
against the rercess walls (14). 

8. Method according to Claim 6, characterized in that the 
25 add-on part/ (2) is cast as a cast part having a discarded 

core, the irecess (10) being cast at the same time . 

9. Methoa according to Claim 6, characterized in that the 
add-on nart (2) is injection moulded or die cast and the 
recess /(lO) is subsequently freely turned. 

30 10. Method according to Claim 6, characterized in that 
the ^d-on part (2) is formed, in particular forged, from 
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a low-strength steel, and in that tl 
engraved, turned or milled out. 



recess (10) is then 



11. Steering column of motor Vehicles having a casing 
tube which surrounds a steem.ng spindle and forms a 

5 hollow profile, and a hold^, constituting an add-on 
part, for example for a steering column switch, the 
holder being joined onto th4 casing tube, characterized 
in that the holder (2), wli^ch consists of a material of 
lower yield strength than Ahe material of the casing tube 
10 (1), has a circumf erenti^lly closed passage opening (5) 
and is slid with the latter onto the casing tube (1), the 
passage opening (5) h^ing, on the inside (7), at least 
one recess (10) whicly is spaced away from the end sides 
(8, 9) of the h/lder (2), which end sides lie 
15 transversely with inspect to the longitudinal direction 
of the casing tube/ (1), and in that the casing tube (1) 
has a locking eleraent which, in the sliding-fit position 
of the holder (2/, is shaped radially from the wall of 
the said holder/ locally at the location of the recess 
20 (10) by a fluidifc internal high pressure and is jammed in 
the recess (10/ as a consequence of its shape, forming a 
nonreleasable /j oining connection between the holder (2) 
and casing tqpe (1) 

12. Steerina column according to Claim 11, characterized 
25 in that the/ locking element bears over the entire surface 

against the recess walls (14) . 



30 



13. Steering column according to Claim 11, characterized 
in that £he recess (10) is formed by an annular groove 
and the / locking element is formed by an annular bead 
(17) . 



14. Stieering column according to Claim 11, characterized 
in that the casing tube (1) consists of a ductile steel 
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material, preferably of St 37 ofi: St 52, and the holder 
(2) consists of a casting m^erial or of an injection 
moulding or die casting, p^ferably of ZnA14Cul, or of a 
low-strength steel or o^a light metal material. 



5 15. Steering column yficcording to Claim 11, characterized 
in that the rec^^s (10) is of curved design with a 
shallow rise frqifi its base (15) as far as its edges (16) • 



